© *Q577Q% 


Work Order ID 85779 
June-15-12 (10:44:43 AM — a 


Item ID, : +; D2530 z 
Revision ID: 
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Number Stamp 


Item ‘Name:’- ` Handle Weldment Stop 
Start Date: 15/06/2012 Start Qty: 10.00 *410* Cust Item ID: 
Required Date: 22/06/2012 Req'd Qty: 10.00 *4 0* Customer: 
Reference: 
S EES E E RR Aer pai ve = ot re Run Start 
Approvals: Process Plans MLI Date:\ UDO \ \S Tooling: Date: 
Stop 
OCG: 2 82 = Date: _ SPC (Y/N): a ct! Date: 
Sequence ID/ Operation Set Up/ = ToolID Tool# Plan Accept Reject Reject zi “Insp. 
Work Center ID Description Run Hours Code Qty Qty 
| Draw Nbr Revision Nbr 
D2530 Rev B | 
100 0.00 
N Fab N ] 
*40N* os Or HO Fees 
Small Fab Memo 0.00 
Small Fab / 1-Cut to length as per Dwg D2536 
2-Deburr 
P 
110 QC6- Inspect dimensions to drawing 0.00 
*4 4 N* a 
QC Memo _ 0.00 
Quality Control 
120 Weld per dwg A/R S.S. rod Batch: ZY /2/ 60% 0.00 
* A 9 n* Small Fab 
Large Fab Memo ~- i 0.00 


Large Fab 1-Weld as per Dwg D2530 and QSI 004 using Welding Jig DT8301 


Work Order ID 85779 


June-15-12 10:44:43 AM 


D2530 


Accept 


*2R770* 


Item ID: 

Revision ID: 

Item Name: Handle Weldment 

Start Date: 15/06/2012 Start Qty: 10.00 *40)* Cust Item ID: 

Required Date: 22/06/2012 Req'd Qty: 10.00 *4 0* Customer: 

Reference: 

Approvals: Process Plan: ss Date: Tooling: Date: 
QC: EES Date: SPC (Y/N): _._ Date: 

Sequence ID/ Operation Set Ups “Tool ID 

Work Center ID Description Run Hours 

130 QC9- Inspect visual per QS1004- Fusion Welds 0.00 

*4 QN* 

QC Memo 0.00 

Quality Control 

140 QCS5- Inspect part completeness to step on W/O 0.00 

*4AN* 

9S Memo 0.00 

Quality Control 

150 Black Sandtex(Ref:4.3.5.7) per QSI005 4.3 0.00 

*4AN* 

Powdercoat 0.00 


Powder Coating 


Memo p 
START TIME: IZh4O 
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Cust Item ID: 


Revision ID: 

Item Name: Handle Weldment 

Start Date: 15/06/2012 Start Qty: 10.00 *4102* 

Required Date: 22/06/2012 Req'd Qty: 10.00 *4 Q* 

Reference: 

Approvals: Process Plan: EA Date: Tooling: 
ac: | o Date, o SPC (Y/N): 

Sequence ID/ Operation aa Set Up/ 

Work Center ID Description Run Hours 

160 QC3- Inspect Part Finish z 0.00 

*1AN* 

QC Memo 0.00 


Quality Control 


170 


*47N* 


Packaging 
Packaging 


180 
*4Q2N* 
QC 


Quality Control 
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Identify as per dwg & Stock Location CA SQ -0.00 


Memo 0.00 
QC21- Final Inspection - Work Order Release 0.00 
Memo 0.00 


Customer: 
Date: 
Date: __ 
Tool ID _ Tool# Plan | 
Code 
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Work Order ID: 85779 E *Q 577Q* 
Parent Item: D2530 *N2530* 


Parent Item Name: Handle Weldment Start Date: 15/06/2012 Required Date: 22/06/2012 
Start Qty: 10.00 Required Qty: 10.00 
Comments: IPP Rev:E Removed Purchasing 05-11-07 JLM IPP Rev:F 
11.01.07 chgqc5to6 DD verf:EC 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qtyon Qty per Kit Total Qty ` Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
M304TRO.750W.049 Purchased No 100 f 317.6338 2.9145 30.67895 ai 


*M3NATRA 75AW 049% - me 7 AG IOIEN 


304 RD Tube .750 x .049W 


Location Loc Ot Loc Code 
MATO17 317.633794 
109314 9.333 
111619 3 
112187 4 
112800 ll 
114852 2.75 
116108 3 
117797 0.75 
120441 0.000794 > 
121170 234.89 A 
1666 48.91 š 
D2534 Manufactured No l 120 Each 40.0000 2 20 i 
*D2534* s ÆC [Z-6-L 
Lock Plate 
Location Loc Ot Loc Code 
WA 40 
3 
7 
30 


DQA: ` Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: l Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Prod. Eng. Coor. Engineering 

Part No. Scrap Machining Small Fab Rec/Store/Packaging Quality 
Use-as-is Thermoforming Finishing Supplier 
NCR No. Work Order Update Large Fab Composite Other 


Te. FAULT CATEGORY 
Landing Gear ` ‘Hardware General 


| Bending Passes Below Min Breaking | ie Burrs a Maintenance Set-up 

| [Centre Not Concentric to O/S Missing 7 x Contamination o] Mislabeled . Supplier _ 

|| Cracks Size/Length || Cut Too Short z Off-Set Temperature/Cure 
E Crushed/Crimp at Bending Spinning i E Documentation/Data o] Orientation Misread Weld 

E Inspection Strip in Tube Threading o) Finish À E Out of Calibration Wrong Stock Pulled 
x Other Wrong ed inspection Incomplete Zz Out of Sequence 

o] Positioned Wrong DrilkHóles | Inspection Unqualified E Outside Dimensions o] Other 

w Ripples on Inner Bend o] Misaligned*” : || Instructions Incomplete/Unciear Over/Under tolerance 

E Torque Waves in Extrusion o] Ovalized = fees Jigs/Fixtures/Tooling 4 Part Lost 

all Turning Sequence E Oyer/Undersized ` D Kit Incorrect | ; | Part Moved 

|| Wave/Twist in Tube B Too Many E Kit Missing a Raw Material 
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DESIGN DART AEROSPACE LTD 
B WILLIAMS PH VICTORIA INTERNATIONAL AIRPORT, CANADA 


CHECKED | DRAWING NO. ‘ REV. B 
-4# D2530 ; SHEET 1 OF 1 


DATE f IE SCALE 
04.12.14 HANDLE WELDMENT 


96.06.18 | NEW ISSUE 
|B| 04.12.14 | UPDATE NOTES AND DIMENSIONS 


PART LIST ~—- 02530 


DESCRIPTION 
HANDLE WELOMENT 


HANDLE 


LOCK PLATE 
34.38 
CREF) 
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QOFTE 
“[pes282z2¢62 
OTe 2 ES” 
D2530 HANDLE WELDMENT fo. 28 
1) WELD PER DART QS! 004 — a 
2) FINISH: POWDER COAT BLACK (4.3.5.7) PER DART QSI 005 4.3 qY 
3) ALL DIMENSIONS ARE IN INCHES 


4) ALL TOLERANCES ARE PER DART QS! 018 UNLESS OTHERWISE NOTED 
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